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METHOD AND DEVICE FOR LASER
MATERIAL PROCESSING OF A WORKPIECE

CROSS REFERENCE TO RELATED
APPLICATIONS

This application is a continuation of and claims priority
under 35 U.S.C. §120 to PCT Application No. PCT/EP2011/
059526, filed on Jun. 8, 2011, which claimed priority to
German Application No. 10 2010 029 791.7, filed on Jun. 8,
2010. The contents of both of these priority applications are
hereby incorporated by reference in their entirety.

BACKGROUND

The present disclosure relates to methods and devices for
laser material processing, such as laser cutting and/or laser
welding, of a workpiece

Depending on the application and availability of installa-
tions, various laser beam sources are used in laser material
processing operations. For example, for laser cutting opera-
tions, CO, lasers having a laser wavelength of approximately
10 um have been preferably used in the past, whereas solid-
state lasers having a wavelength in the range of about 1 um are
becoming increasingly useful for laser fusion cutting opera-
tions due to an increase in cutting speed and improved energy
efficiency.

In order to further increase the efficiency of the method
used, attempts are often made to maximize the amount of
energy coupled from the laser beam to the workpiece. For
example, in WO 2010/016028 Al, azimuthally polarized
radiation is used for the laser cutting operation. Due to the
adaptation of the polarization, the absorption at the irradiation
front is increased.

Compared to cutting operations performed with a laser
having a wavelength of approximately 10 um (e.g., a CO,
laser), however, the cutting operations that use a laser having
a wavelength of 1 um produce results that have a relatively
high cutting edge roughness, corrugation and burr formation.
As the workpiece (e.g., a metal sheet) becomes thicker, those
effects increase. When laser cutting or laser welding is per-
formed using a wavelength in the range of 1 um with random
polarization, an undulating irradiation front that includes
local spatial disturbances, such as waves, can be formed in the
workpiece. As a result of the formation of the undulating
irradiation front, the laser radiation is incident on the work-
piece at different angles. Since the Fresnel absorption of the
laser radiation is dependent on the angle of incidence, the
different angles of incidence at the local spatial disturbances
of the undulating irradiation front lead to poor local Fresnel
absorption behavior. The poor absorption, in turn, promotes
anincrease in the local disturbances rather than an attenuation
of'them. This effect can result in a relative poor cutting edge
quality.

In DE 10 2007 024 700 A1, the laser radiation strikes the
irradiation front of a workpiece at relatively small angles of
incidence, for example, angles of incidence of less than 80°
for the laser material processing of steel at a wavelength of 1
pum. In addition to achieving a maximum Fresnel absorption,
a lower gradient of the Fresnel absorption is achieved so that
process instabilities are prevented or at least reduced. The
relatively small angles of incidence are adjusted by introduc-
ing artificial imaging errors that increase a divergence angle
of'the laser beam compared to the divergence angles brought
about by imaging errors of standard optical systems.

As a result, the absorption characteristic is adapted to the
irradiation front by reducing the local angles of incidence in
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the focused laser beam. Since absorption is increased, higher
process speeds can be achieved. However, the reduction in
angular dependency of the absorption, which accompanies
the increase of the absorption, does not increase the process-
ing quality.

Rather, the reduction in angular dependency and the
reduced angle of incidence enhances the production of the
local disturbances (e.g., waves) and consequently reduces the
cutting quality. In addition, the foregoing references do not
take into consideration the temperature distribution over the
entire irradiation front and the resulting melt flows that extend
azimuthally around the laser beam.

SUMMARY

This disclosure relates to reducing the formation of local
disturbances (e.g., waves) at an irradiation front of a work-
piece irradiated with a laser beam and minimizing disruptive
flows of a melt that extend around the laser beam, in which the
disturbances and disruptive flows are caused by local and/or
the overall vaporization pressure of the melt over a range of
the material thickness which has the irradiation front. In some
implementations, the methods disclosed herein can be used to
improve the quality of the laser material processing opera-
tion, including, for example, improving the quality of the
cutting edge produced by the laser irradiation.

In certain aspects, to the present disclosure covers adjust-
ing a surface structure of the irradiation front in accordance
with a desired processing result. The surface structure of the
irradiation front may be adjusted, for example, by modifying
beam properties of the laser beam, such as polarization and/or
beam profile. For example, in some implementations, the
gradient of the absorbed intensity in the range of the angle of
incidence around 90° can be influenced based on the polar-
ization of the laser beam.

Alternatively or in addition, the temperature distribution at
the irradiation front (and consequently the surface structure
of the irradiation front) can be influenced by modifying the
beam profile of the laser beam.

That is to say, the beam properties of the laser beam,
including, for example, the polarization and/or the beam pro-
file, are adjusted in such a manner to substantially modify, at
the irradiation front, the gradient of the absorbed intensity at
angles of incidence in the range around 90° and/or to produce
auniform temperature distribution over the range of the mate-
rial thickness which has the irradiation front.

Due to the substantially modified absorbed intensity and/or
temperature distribution, the formation of the undulating irra-
diation front (i.e., the surface structure of the irradiation
front), is dampened during the laser cutting process and/or the
development of the undulating irradiation front is reduced. In
addition, the melt at the irradiation front exhibits, in some
implementations, a relatively constant profile over the mate-
rial thickness which has the irradiation front. To this end, the
absorbed intensity gradient for angles of incidence in the
range of 90° is preferably modified or at least adjusted to be
similar to the absorbed intensity gradient of circularly polar-
ized laser radiation having a wavelength of 10 um. The stable
process conditions achieved as a result of maximizing the
absorbed intensity gradient (e.g., for angles of incidence
around) 90° can reduce, in the case of a laser cutting method,
the cutting edge roughness, and the corrugation and forma-
tion of burrs.

The range of incident angles at the irradiation front is not
limited to 90°. Instead, the range of incident angles can extend
to any suitable angles that have a corresponding adapted
gradient characteristic of the absorbed intensity. For laser
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cutting performed using irradiation having a wavelength of 1
um, this primarily corresponds to angles of incidence greater
than 80°, such as greater than 84°.

The maximization of the absorbed intensity gradient at
angles of incidence in the range around 90° can be performed
by selectively adjusting the polarization, such as, for
example, adjusting the azimuthal and/or radial polarization.
Ideally, the laser radiation for laser cutting should have the
highest possible proportion of radial polarization, which
extends at least beyond the proportion of radial polarization in
the case of random polarization. In particular, a purely radial
or almost purely radial polarization is particularly preferred.

When circularly polarized radiation having a wavelength
in the range of 10 um strikes the workpiece, the waves of the
melt at the irradiation front are dampened since the radiation
is absorbed at high angles of incidence (that is to say, close to
90° angle of incidence) with a high absorption gradient.
When randomly polarized laser radiation having a wave-
length in the range of 1 pum is used in laser cutting, the
radiation is absorbed at the wave side facing the laser beam
and consequently at smaller angles of incidence due to the
low absorption gradient. As a result, for laser radiation having
a wavelength in the range of 1 pum, the waves of the melt are
intensified, and the vapor impulse that is produced applies a
pressure to the waves in the beam expansion direction and
azimuthally around the laser beam. The local varying dis-
charge of melt that results leads to the corrugation and for-
mation of burrs or formation of splashes as described above.
In order to reduce or even prevent this effect, the polarization
of'laser radiation having a wavelength in the range of 1 um is
adjusted so that the Fresnel absorption characteristic or the
absorbed intensity (which can be expressed as the product of
the Fresnel absorption and the cosine of the angle of inci-
dence) matches a characteristic of laser radiation having a
wavelength in the range of 10 um in order to achieve a similar
damping effect.

The adjustment of the desired polarization can be carried
out by converting the random polarization of the laser beam
into radial polarization in the processing head of a corre-
sponding laser material processing device. In some imple-
mentations, the radial polarization can be produced in a laser
resonator without significant power loss (as in the conversion
in the processing head) and is guided to the processing head or
a processing location using polarization-retaining beam
guides, such as, for example, mirror-based beam guides or
optical transport fibers configured for this purpose.

Furthermore, by changing the spatial intensity distribution
of'the laser beam, local vaporization that would otherwise be
brought about by process temperatures which are locally or
generally too high can, in some implementations, be pre-
vented. In turn, this can sometimes lead to an undesirable flow
of melt extending azimuthally around the laser beam as a
result of increased wave movement.

It is therefore also possible, alternatively or in addition, to
selectively adjust the beam profile of the laser beam to
achieve a reduction in the formation of waves and/or to pre-
vent undesirable vaporization resulting in a negative azi-
muthal flow of melt around the laser beam. For example, the
temperature input over the irradiation front can be regulated
so that properties of the melt are substantially constant over
the thickness of the workpiece having the irradiation front in
the beam expansion direction, by using a ring shaped spatial
beam profile (e.g., where an intensity maximum is located in
the outer radius of the beam and the intensity decreases
toward the beam axis). As a result, increases in temperature
and in vapor, which increase in the beam expansion direction
with a vapor pressure impulse on the melt, and which tend to
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form or further increase the formation of waves or undesir-
able melt flows can, in some implementations, be reduced
and/or prevented.

In certain aspects, the present disclosure also relates to
methods for laser cutting a workpiece, in which at least a
portion of the workpiece is melted and/or vaporized by using
a laser beam and in which a cutting front is formed on the
workpiece by the relative movement in an advancing direc-
tion between the laser beam and the workpiece. The laser
beam can be formed to include at least two radially polarized
beam portions, which are offset relative to each other in the
advancing direction.

The two radially polarized beam portions, which are offset
from each other in the advancing direction, can ensure that
associated E vectors (electric field vectors) also are oriented
onlower regions of the workpiece (e.g., a metal sheet) parallel
with the incident plane so that beam portions are absorbed as
much as possible. The effective depth of the radial polariza-
tion can thus be substantially increased which results in a
wider and parallel cutting channel. The two radially polarized
beam portions can be formed by two separate laser beams or
by one laser beam having two intensity maxima which are
offset with respect to each other in the advancing direction.

In certain aspects, the present disclosure also relates to
methods for laser cutting a workpiece, in which at least a
portion of the workpiece is melted and/or vaporized using a
laser beam and in which a cutting front is formed on the
workpiece by the relative movement in an advancing direc-
tion between the laser beam and the workpiece. The laser
beam can be formed by multiple beam strips that extend along
the advancing direction of the laser beam, in which each beam
strip has a different linear polarization direction (so-called
“strip-polarized” laser beam). Starting from the laser beam
longitudinal center plane, the angles formed between the
linear polarization direction of each beam strip and the laser
beam longitudinal center plane increase in a direction towards
the outer beam strips. In some implementations, the linear
polarization directions of the beam strips extend parallel with
a normal to a front contour of the laser beam that is used for
cutting.

Due to the linearly polarized beam strips, the laser radia-
tion strikes the entire cutting front in each workpiece plane in
a P-polarized manner, which results in maximum Fresnel
absorption for all angles of incidence. Because the effective
depth extends over the entire workpiece thickness in strip-
polarization, edge indentations do not form in the workpiece
and the laser power can be optimally used for cutting speed.
As a result of the perpendicular cutting edges, the cutting
quality can be improved. Furthermore, as a result of the
reduced reflected power, the formation of burrs and surface
roughness can be reduced.

The laser beam can have a wavelength in the range of
approximately 500 nm to approximately 5 um (e.g., approxi-
mately 1 um), and is produced using a solid-state laser, such
as, for example, a rod laser, disc laser, fiber laser or diode
laser. With respect to using multiple beam portions or beam
strips, the wavelength range can also be extended to wave-
lengths of up to approximately 10 um (e.g., 10.6 um), as
provided by a CO, laser.

In certain aspects, the present disclosure also relates to a
device for laser cutting a workpiece using two radially polar-
ized beam portions and/or a strip-polarized laser beam.

Other advantages will be appreciated from the claims, the
description and the drawings. The features set out above and
those mentioned below can also be used individually or
together in any combination. The embodiments illustrated
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and described are not intended to be understood to be a
definitive listing, but are instead of an exemplary nature to
describe the invention.

DESCRIPTION OF DRAWINGS

FIGS. 1a, 15 are schematics that show examples of the
undulating irradiation front of a workpiece during laser cut-
ting at alaser wavelength of 10.6 um (FIG. 1a) and 1 um (FIG.
15).

FIG. 2 is a plot that shows a relationship between polariza-
tion-dependent absorbed intensity (Fresnel
absorption*cosine (angle of incidence o)) and angle of inci-
dence o atlaser wavelengths of 10.6 um (circularly polarized)
and 1 pm (randomly polarized, P-polarized and S-polarized).

FIGS. 3a, 3b are schematics that show examples of a laser
beam with a radial polarization with respect to the irradiation
front (FIG. 3a) and with an azimuthal polarization with
respect to the irradiation front (FIG. 3b).

FIG. 4 is a schematic that shows an example of the beam
profile of a laser beam for a homogeneous temperature dis-
tribution in relation to an irradiation front.

FIG. 5 is a schematic that shows an example of a cutting
front of a workpiece during laser cutting with a radially polar-
ized laser beam in a longitudinal cross-section.

FIGS. 6a-6¢ are schematics that show examples of a cut-
ting front of the workpiece of FIG. 5 in three different work-
piece planes according to A-C.

FIGS. 7a-7¢ are schematics that show examples of the
cutting front of a workpiece during laser cutting with two
radially polarized beam portions, where the polarized beam
portions extend parallel with each other (FIG. 7a), are tilted
relative to each other (FIG. 7b) or are formed by a single laser
beam (FIG. 7¢).

FIGS. 8a-8¢ are schematics that show examples of the
cutting front of the workpiece of FIG. 7 in three different
workpiece planes according to A-C.

FIG. 9 is a schematic that illustrates an example of a laser
cutting device for producing two radially polarized beam
portions.

FIGS. 10a-10c¢ are schematics that show the cutting front
of the workpiece of FIG. 7 during laser cutting with a strip-
polarized laser beam in three different workpiece planes
according to A-C.

FIG. 11 is a schematic that illustrates an example of a laser
cutting device for producing a strip-polarized laser beam.

FIG. 12 is a schematic that illustrates an example of a strip
polarizer, which can be rotated about a laser beam axis, and a
polarization converter which can be rotated about a laser
beam axis.

DETAILED DESCRIPTION

As illustrated in FIGS. 1a and 15, a portion of a workpiece
2 is molten and/or vaporized at an operating location during
laser cutting by a laser beam 1. An irradiation front 3 is
formed over the material thickness of the workpiece 2 by the
relative movement in the advancing direction (cutting direc-
tion v) between the laser beam 1 and the workpiece 2. This
irradiation front 3 is located on the melt 4. The laser beam 1 is
directed towards the workpiece surface 2a, and faces the
surface 2a at an almost perpendicular angle of incidence, e.g.,
in the range of approximately 70° to 110°.

FIG. 1ais a schematic that illustrates a laser cutting process
using a circularly polarized laser beam 1 having a wavelength
of 10.6 um. FIG. 15 is a schematic that illustrates a laser
cutting process using a randomly polarized laser beam 1
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having a wavelength of approximately 1 um. Under the irra-
diation front 3, the melt 4 forms an undulating surface struc-
ture that is clearly more pronounced during laser cutting with
abeam having a wavelength of 1 pm than in the case of a beam
having a wavelength of 10.6 um. As shown in FIG. 1q, the
laser beam 1 strikes the melt 4 locally with substantially
identical angles of incidence o), a, (a,=~a,), because the
undulated structure of the melt surface (i.e., irradiation front)
is not very pronounced. As shown in FIG. 15, the laser beam
1 strikes the melt 4 locally with different angles of incidence
(e.g., a; and a,, where o, <a,,), because the undulated struc-
ture of the melt surface is pronounced. At the wave portions of
the melt 4 facing the laser beam 1, i.e., at the wave side 5
facing the laser beam 1, the laser beam 1 strikes the melt 4
with a small angle of incidence so that the major percentage of
the beam intensity is absorbed. The wave portions of the melt
4, which extend approximately in the propagation direction of
the laser beam 1, cause the light to be incident on the melt 4 at
greater angles of incidence a,, which, in turn, results in the
melt 4 absorbing less energy from the incidence beam. This
causes the waves of the melt 4 to become more pronounced,
as the regions around the waves are pressed downwards by a
vapour impulse produced by the irradiation. As a result, a
temporally and locally irregular discharge 6 of melt is pro-
duced in front of and behind the laser beam 1, which leads to
formation of burrs and corrugations in the cut workpiece 2,
especially with increasing material thickness of the work-
piece 2.

The relatively steep gradient of the absorbed intensity at
angles of incidence in the range around 90° for laser radiation
having a 10.6 um wavelength brings about a flat wave struc-
ture of the melt 4 at the irradiation front 3, as shown in FIG.
la. The flat wave structure leads to a substantially more
regular discharge of melt 6.

The cause of these effects becomes apparent in FIG. 2. That
is, FIG. 2 shows a plot of the relationship between polariza-
tion-dependent absorption and angle of incidence « at differ-
ent wavelengths. Laser radiation having a wavelength of 10.6
um and circular polarization 21 damps waves of the melt 4
since the laser radiation is absorbed to a great extent at large
angles of incidence o (near 90°). Laser radiation having a
wavelength of 1 pum and random polarization 22 is absorbed
to a lesser extend at angles of incidence o near 90°. This
means that this type of radiation is better absorbed at the wave
side 5 of the melt 4 facing the laser beam 1, where the angle
of incidence c is smaller. The waves of the melt 4 are inten-
sified by the laser radiation having a wavelength of 1 um and
these waves are additionally pressed downwards and azi-
muthally around the laser beam 1 by the vapor pressure
induced by the irradiation. In order to prevent the increase of
the wave formation that occurs with the laser radiation having
a wavelength of 1 um and to obtain a damping effect compa-
rable with that achieved for laser radiation having a wave-
length 0of 10.6 um laser radiation, the gradient of the absorbed
intensity in the range ofthe angle of incidence near 90° for the
laser cutting has to be maximized or adjusted to be as close as
possible to the gradient in absorption intensity at 10 pm.

The absorbed intensity gradient for 1 um laser radiation
can be adjusted or maximized by using a beam with radial
polarization 23 or a defined mixture of P-polarization (radial
polarization) 23 and S-polarization (azimuthal polarization)
24 thereof for the cutting process. The laser beam 1 can be
provided with the desired polarization by means of a suitable
polarization device, for example, a segmented polarizing pla-
nar optical system in the processing head.

FIG. 3a is a schematic that shows the laser beam 1 having
a radial polarization (e.g., P-polarization 23) with respect to
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an irradiation front 3. FIG. 34 is a schematic that shows the
laser beam 1 with azimuthal polarization (e.g., S-polarization
24) with respect to the irradiation front 3.

In order to reduce the undulating surface structure of the
irradiation front 3 both locally as well as over the workpiece
material thickness, a laser beam 1 having a spatial beam
profile similar to the spatial beam profile 40 shown in FIG. 4
can be used in addition to or as an alternative to the adjustment
of beam polarization. The spatial beam profile 40 has an
intensity maximum 41 at an impact location (irradiation front
edge) 3a on the workpiece surface 2q that faces the incident
laser beam 1. The spatial beam profile 40 decreases in inten-
sity along the irradiation front 3. The intensity falls to a
minimum 42 at a lower side 26 of the workpiece 2 corre-
sponding to the location 35 (also an irradiation front edge).
The beam radius r covers at least the irradiation front 3. The
(negative) slope of the intensity profile from maximum inten-
sity to minimum intensity can be adjusted based on the mate-
rial thickness, the material depth to be processed, and/or the
type of material itself to be processed. In some implementa-
tions, the desired intensity distribution may optionally be
adjusted during generation of the laser beam, in which the
beam is provided to the processing location using mirror-
based beam guides or optical fiber units. Alternatively, in
some implementations, an intensity distribution having a
Gaussian or flat-top intensity profile can be generated using
diffractive, reflective or refractive optical systems, or trans-
port fibers in the form of hollow-core fibers or multiclad
fibers.

FIG. 5 is a schematic that illustrates the inclined cutting
front 50 of a workpiece 51 during laser cutting with a radially
polarized laser beam 52. The radially polarized laser beam 52
strikes the workpiece 51 in a perpendicular manner and is
moved in an advancing direction v over the workpiece 51. As
shown in FIGS. 6a-6¢, the cutting front 50 has substantially
the same semi-circular cutting front contour, due to the cir-
cular laser beam 52, in each cutting plane that is perpendicu-
lar to the laser beam axis S. The individual cutting front
contours are mutually offset in the laser beam advancing
direction v as a result of the cutting front overrun. The circle
center point M of the semi-circular cutting front contour
coincides at the workpiece upper side 53 (workpiece plane A
in FIG. 5) with the laser beam axis S. The deeper the laser
beam 52 is introduced into the workpiece 51 (e.g., at work-
piece planes B and C in FIG. 5), the further apart the circle
center points M of the semi-circular cutting front contours
and the laser beam axis S become as a result of the cutting
front overrun.

As shown in FIG. 6a, the E vectors (electric field vectors)
54 of the radial polarization constantly oscillate at the work-
piece upper side 53 in parallel with the plane of incidence.
The plane of incidence corresponds to the plane subtended by
the normal vector n of the semi-circular cutting front contour
and the beam axis S. Consequently, the radial polarization at
the workpiece upper side 53 corresponds entirely to P-polar-
ization, which for all angles of incidence results in a maxi-
mum Fresnel absorption. The further the circle center points
M of the semi-circular cutting front contours and the beam
axis S are spaced apart from each other (e.g., as shown in
FIGS. 65, 6¢), the proportion of radial polarization that cor-
responds to S-polarization at the striking point on the cutting
front will increase, on average. At angles of incidence that
typically occur during laser cutting, S-polarized light will be
absorbed much less by the workpiece than P-polarization.
Since the radial polarization comprises entirely P-polarized
light at the workpiece upper side 53, but not elsewhere on the
workpiece, the cutting channel 55 forms a conical edge inden-
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tation as a result of increased absorption at workpiece upper
side 53. The formation of the conical edge inentation is unde-
sirable during laser cutting. In addition, as the percentage of
absorption decreases with workpiece thickness, only a part of
the laser beam power is actually effective.

FIG. 7a-7c¢ are schematics that show an inclined cutting
front 70 of a workpiece 71 during laser cutting with a laser
beam 72 in an implementation of the inventive method, in
which the laser beam 72 is formed from two radially polarized
beam portions 72a, 725 (e.g., laser radiation having a wave-
length of 1 um) and in which the laser beam 72 is moved in an
advancing direction v over the workpiece 51. The two beam
portions 72a, 72b are offset relative to each other in the
advancing direction v: the beam portion 72a leads in the
advancing direction and strikes the workpiece upper side 73
in a perpendicular manner. In some implementations, the
leading beam portion 724 has a higher power density than the
trailing beam portion 72b. In FIG. 7a, the trailing beam por-
tion 725 extends parallel with at least a portion of the leading
beam portion 72a and consequently also strikes the work-
piece upper side 73 in a perpendicular manner. In FIG. 75, the
trailing beam portion 725 extends in a tilted manner with
respect to the leading beam portion 72a. In some implemen-
tations, the trailing beam portion 726 is parallel with or
almost parallel with the inclined cutting front 70. In FIG. 7¢,
both beam portions 724, 725 are formed using a single laser
beam 72 having two intensity maxima, in which each inten-
sity maximum is offset relative to the other in the advancing
direction v.

As shown in FIG. 8a, the E vectors 74a of the radial
polarization of the leading beam portion 72a oscillate at the
workpiece upper side 73 (workpiece plane A) in parallel with
the plane of incidence. The plane of incidence is subtended by
the normal vector n of the semi-circular cutting front contour
and the beam axis Sa of the leading beam portion 72a. Con-
sequently, maximum absorption of leading beam portion 72a
can be obtained.

As shown in FIG. 85, the E vectors 746 of the radial
polarization of the trailing beam portion 725 oscillate in the
workpiece center region (workpiece plane B) in parallel with
the plane of incidence. In this case, the plane of incidence is
defined by the normal vector n of the semi-circular cutting
front contour and the beam axis Sb of the trailing beam
portion 7256. Consequently, maximum absorption of the trail-
ing beam portion 725 can be obtained.

Compared to the process shown in FIG. 6c¢, the trailing
beam portion 724 also is better absorbed at the workpiece
lower side (workpiece plane C in FIG. 8¢).

The two radially polarized beam portions 724, 725, which
are offset relative to each other in the advancing direction v,
ensure that the associated E vectors 74a, 745 are also parallel
with the plane of incidence in the central and lower region of
the metal sheet. As a result, the absorption of energy associate
with E vectors 74a and 745 can, in some implementations, be
maximized, such that the effective depth of the radial polar-
ization is substantially increased. An increase in the effective
depth of the radial polarization can lead to a more constant
energy input through the thickness of the workpiece and
consequently a generally parallel cutting channel 7 i.e., a
reduction in cutting edge inclination. At the same time, the
width of the cutting channel, at least in the central and lower
region of the workpiece, can be increased as a result of the
additional energy absorption. The wider cutting channel, in
turn, can lead to an improved effect of the cutting gas, reduc-
ing the amount of time necessary to cut the workpiece with
the laser beam, such that the advancing speed can be
increased.
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In FIG. 74, the radial polarization of the tilted trailing beam
portion 724 includes substantially P-polarized light over the
entire cutting front 70. The trailing beam portion 725 strikes
the inclined cutting front 70 at the Brewster angle, such that
maximum absorption is achieved in the lower workpiece
region and the width of the cutting channel 75 is increased.

The two radially polarized beam portions 72a, 72b, which
are shown in FIGS. 7a and 76, may be produced from a single
radially polarized laser beam. For example, the beam portions
may be produced by splitting a single radially polarized laser
beam using a beam splitter, such as a wedge plate, which
protrudes into the laser beam.

The beam profile shown in FIG. 7¢, which has two intensity
maxima, may be produced or shaped from a laser beam that
has already been radially polarized using an optical imaging
system (e.g., a diffractive optical system). Alternatively, a
beam-shaping optical element may produce the radial polar-
ization.

FIG. 9 is a schematic that illustrates a laser cutting device
90 having a laser generator 91 for producing a laser beam. For
example, the laser beam can include a radially polarized laser
beam 72. The laser cutting device 90 also includes a device 92
for producing the two radially polarized beam portions 72a,
72b from the laser beam 72. As described above, the device 92
can include, for example, a beam splitter or an optical beam-
shaping system or element.

FIGS. 10a-10c¢ are schematics that illustrate a semi-circu-
lar cutting front 100 of a workpiece 101 during laser cutting at
three different workpiece planes corresponding to planes A-C
in FIG. 7, using a so-called “strip-polarized” circular laser
beam 102 (e.g., a laser beam having a wavelength of 1 pm).
Though a circular laser beam 102 is shown in FIGS. 10a-10c,
other suitable beam cross-sections also can be used.

In the examples of FIGS. 10a-10c¢, the “strip-polarized”
laser beam 102 is formed by multiple beam strips 1031-1037
(e.g., seven beam strips, as shown in FIGS. 10a-10¢) that
extend in the advancing direction v of the laser beam, in
which each strip has a different linear polarization direction
(i.e., polarization vector) 1041-1047. The beam strips 1031-
1037 are illustrated in sequential order in FIGS. 10a-10c. For
ease of viewing, the reference characters for beam strips
1033, 1035, and 1036 are not shown in the figures. Similarly,
the linear polarization directions are illustrated in FIGS. 10a-
10c¢ in sequential order coinciding with their corresponding
beam strip. Again, for ease of viewing, the reference charac-
ters for polarization directions 1042, 1043, 1044, and 1046
are not show in the figures.

Starting from the laser beam longitudinal center plane
(strip center plane) 105, which extends along the advancing
direction v, the angles § between the linear polarization direc-
tions 1041-1047 and the laser beam longitudinal center plane
105 increase from the central beam strip 1034 towards the two
outer beam strips 1031 and 1037. The linear polarization
directions 1041-1047 in the beam strips 1031-1037 are
selected in such a manner that each linear polarization direc-
tion extends in parallel with a normal of the cutting-front front
contour of the beam strip with which the linear polarization
direction is associated. In the case of a circular laser beam
(see, e.g., laser beam 102 in FIGS. 104-10c¢), the polarization
directions 1041-1047 in the individual beam strips 1031-
1037 are selected in such a manner that they point to the beam
center point axis S at the cutting-front front contour. In the
individual beam strips 1031-1037, therefore, the polarization
direction is selected in such a manner that the E vectors
1041-1047 of the incident laser beam 102 oscillate over the
entire workpiece thickness practically parallel with the
respective plane of incidence so that the maximum possible
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absorption can be achieved. That is to say, quasi-radial polar-
ization is produced locally along the cutting front 100.

As shown in FIGS. 10a-10c, as a result of the linearly
polarized beam strips 1031-1037, the laser radiation 102
strikes at the entire cutting front 100 and in each workpiece
plane in a P-polarized manner, which leads to a maximum
Fresnel absorption and absorbed intensity for all angles of
incidence. Since, with the strip-polarization, the effective
depth of absorption extends over the entire thickness of the
workpiece, there is no edge indentation and the laser power
can be optimally used for cutting speed. Furthermore, the
cutting quality can be improved as a result to the perpendicu-
lar cutting edges. Furthermore, the formation of burrs and
surface-roughness can be reduced as a result of a reduction in
reflected power.

The total number of beam strips 1031-1037 and the width
of each strip may be varied, though at least two beam strips
are required for operation of the device. In addition, the strips
do notneed to be constructed in parallel but may, for example,
have a wedge-like arrangement.

FIG. 11 is a schematic that illustrates a laser cutting device
110 that includes a laser generator 111 for producing a laser
beam 112, and that includes a strip polarizer 113 for produc-
ing a laser beam 102 with linearly polarized beam strips
1031-1037 from the laser beam 112. The strip polarizer 113 is
direction-dependent, i.e., the strip polarizer has to be orien-
tated relative to the advancing direction v so that the E vectors
1041-1047 oscillate parallel with the plane of incidence. In
the case of a linearly polarized laser beam 112 that strikes the
strip polarizer 113, this beam 112 has to be rotated in the right
way relative to the strip polarizer.

As shown in FIG. 12, a polarization convertor 114 is
arranged upstream of the strip polarizer 113. The polarization
converter can include, for example, a rotatable A/2 plate that
can be rotated about the laser beam axis. Similarly, the strip
polarizer 113 also can be rotated about the laser beam axis, in
order to rotate the linear polarization direction of the incident
laser beam 112. The angles of rotation of both optical com-
ponents 113, 114 do not necessarily have to be the same. To
this end, the optical components 113 and 114 may be either
rotated independently of each other or may be coupled to each
other.

The rotatable polarization convertor 114 is not limited to
being used with a strip polarizer 113 (which is also rotatable),
but can generally be used in other direction-dependent optical
polarization systems.

The linear polarization of the incident laser beam 112 can
be generated internally in a resonator (e.g., in a laser genera-
tor 111) or through the use of an optical conversion system
(not illustrated). In either case, the linearly polarized beam
can be supplied to the polarization convertor 114 or the strip
polarizer 113 as a beam propagating in free space or through
a polarization-retaining fiber.

The optical components 113, 114 may be constructed in a
transmissive (lenses) or a reflective manner (mirrors) depend-
ing on the beam path. In addition, the strip polarizer 113 does
not necessarily have to be arranged directly upstream of the
focusing system (e.g., a focusing lens 115 as shown in FIG.
12), but may be provided at other locations along the beam
guide or in the laser generator 111.

A number of embodiments have been described. Neverthe-
less, it will be understood that various modifications may be
made without departing from the spirit and scope of the
invention. Accordingly, other embodiments are within the
scope of the following claims.
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What is claimed is:

1. A method for cutting a workpiece with a laser beam, the
method comprising:

using the laser beam to melt, vaporize, or both melt and

vaporize at least a portion of the workpiece;
moving at least one of the workpiece and the laser beam
relative to one another in an advancing direction to form
a cutting front on the workpiece,

wherein the laser beam comprises a plurality of parallel
laser beam strips extending along the advancing direc-
tion, wherein each laser beam strip has a different linear
polarization direction, and wherein the advancing direc-
tion corresponds to a direction along which the work-
piece is cut by the laser beam.

2. The method according to claim 1, wherein the linear
polarization direction of each laser beam strip subtends a
corresponding angle to a longitudinal center plane of the laser
beam, and an angle size increases from the beam strips
arranged near the longitudinal center plane toward the beam
strips arranged furthest from the longitudinal center plane.

3. A method for cutting a workpiece with a laser beam, the
method comprising:

using the laser beam to melt, vaporize, or both melt and

vaporize at least a portion of the workpiece;
moving at least one of the workpiece and the laser beam
relative to one another in an advancing direction to form
a cutting front on the workpiece,

wherein the laser beam comprises at least two different
radially polarized beam portions offset relative to each
other along the advancing direction,

wherein the at least two radially polarized beam portions

comprise a leading beam portion and a trailing beam
portion, the leading beam portion being at least partially
in front of the trailing beam portion in the advancing
direction,

wherein the electric field vectors of the of the radial polar-

ization of the leading beam portion oscillate at an upper
side of the workpiece in parallel with a first plane of
incidence subtended by the normal vector of the semi-
circular cutting front contour and the beam axis of the
leading beam portion, and

wherein the electric field vectors of the radial polarization

of the trailing laser beam portion oscillate in a center
region of the workpiece in parallel with a second plane
of incidence defined by the normal vector of the semi-
circular cutting front contour and the beam axis of the
trailing beam portion.

4. The method according to claim 3, wherein the leading
beam portion is incident on the upper side of the workpiece at
an angle that is approximately perpendicular to the upper
side.
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5. The method according to claim 3, wherein the leading
beam portion has a higher power density than the trailing
beam portion.

6. The method according to claim 3, wherein the trailing
beam portion propagates parallel or tilted with respect to the
leading beam portion.

7. The method according to claim 3, wherein the trailing
beam portion propagates substantially parallel to the cutting
front.

8. The method according to claim 3, wherein the leading
beam portion and the trailing beam portion correspond to a
first local intensity maximum and a second local intensity
maximum of the laser beam, respectively, and wherein the
two intensity maxima are offset with respect to each other
along the advancing direction.

9. The method according to claim 2, wherein the laser beam
comprises a front contour extending over the plurality of laser
beam strips, the front contour being located at the cutting
front of the workpiece, and wherein the linear polarization
direction of each laser beam strip extends along a direction
normal to a portion of the front contour associated with the
laser beam strip.

10. The method according to claim 2, wherein the linear
polarization directions of the beam strips are rotated in accor-
dance with the advancing direction.

11. The method according to claim 1 or 3, wherein the laser
beam has a wavelength in the range from approximately 500
nm to approximately 5 um.

12. The method according to claim 3, wherein the leading
beam portion is incident on the upper side of the workpiece at
an angle between approximately 70° and approximately
110°.

13. A method for laser material processing of a workpiece,
the method comprising:

using a laser beam to melt, vaporize, or both melt and

vaporize a portion of the workpiece;
moving at least one of the workpiece and the laser beam
relative to one another to form an irradiation front,

wherein the laser beam comprises a spatial beam profile
that is an inverse Gaussian profile having a ring-shaped
intensity profile, a maximum intensity occurs along a
portion of the beam profile corresponding to an outer
radius of the laser beam, and the intensity decreases
towards the center of the beam profile; and

adjusting the spatial beam profile so that a portion of the

maximum intensity substantially coincides with a first
edge of the irradiation front edge located at a side of the
workpiece facing the incident laser beam, and so that a
portion of a minimum intensity of the spatial beam pro-
file substantially coincides with a second edge of the
irradiation front at a side of the workpiece that faces
away from the incident laser beam.

#* #* #* #* #*
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